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(57) ABSTRACT 
A thermoformed hollow plastic body, which is formed by 
two plastic shells welded to one another around the periph 
ery, with at least one hollow chamber, into which at least one 
dimensionally stable plastic body is placed, and a method for 
producing Such a thermoformed hollow plastic body 
wherein a first sheet of plastic is thermoformed into a first 
plastic shell while forming at least one open hollow cham 
ber. 
The outer contour of the plastic body is made to match an 
inner contour of the hollow chamber and is connected by its 
surface in full area contact and with a material bond to 
neighboring inner Surfaces of the plastic shells. 
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1. 

THERMOFORMED HOLLOW PLASTIC 
BODY AND METHOD FOR PRODUCING IT 

CROSS-REFERENCE TO RELATED 
APPLICATIONS 

This claims priority from German Patent Application Nos. 
DE 10 2012 219 149.6 and DE 10 2012 219 358.8. The 
entire disclosures of these applications are hereby incorpo 
rated by reference into this application. 

FIELD OF THE INVENTION 

The invention relates to a thermoformed hollow plastic 
body in the form of a plastic pallet, which is formed by two 
plastic shells welded to one another around the periphery, 
with at least one hollow chamber, into which at least one 
dimensionally stable plastic body is placed, and relates to a 
method for producing such a thermoformed hollow plastic 
body, a first sheet of plastic being thermoformed into a first 
plastic shell while forming at least one open hollow cham 
ber. 

BACKGROUND OF THE INVENTION 

A method for producing a thermoformed hollow body in 
the form of a plastic pallet is generally known as a twinsheet 
method. In this case, two sheets of plastic are simultaneously 
thermoformed in a corresponding mold into plastic shells 
that complement one another and are Subsequently pressed 
together, whereby the welding of the two plastic shells is 
obtained at the contact points and in particular at a peripheral 
region. A corresponding thermoformed hollow plastic body 
forms a twinsheet component, which is used in particular as 
a pallet base of pallet containers that are used in the 
automobile industry for transporting and storing vehicle and 
engine parts. 

SUMMARY OF THE INVENTION 

The object of the invention is to provide a thermoformed 
hollow plastic body and a method for producing it that make 
improved insulation and increased stiffness possible for the 
hollow plastic body. 

This object is achieved for the thermoformed hollow 
plastic body of the type mentioned at the beginning by the 
outer contour of the plastic body being made to match an 
inner contour of the hollow chamber and the plastic body 
being connected by its Surface in full area contact and with 
a material bond to neighboring inner Surfaces of the hollow 
chamber. The invention provides a dimensionally stable 
plastic body which is placed in the hollow chamber and 
brings about a stiffening of the hollow plastic body by the 
material-bonding connection to the inner Surfaces of the 
hollow chamber. This is so because the outer contour of the 
plastic body is made to match an inner contour of the hollow 
chamber, meaning that the plastic body Supports the two 
plastic shells from the inside. The connection of the plastic 
body to the inner surfaces of the plastic shells in full area 
contact and with a material bond has the effect of achieving 
a solid connection between the plastic body and the plastic 
shells, which ensures a high degree of stability when there 
is a deformation of the plastic shells. The material-bonding 
connection may take place thermally by welding between 
the surfaces of the plastic body and the inner surfaces of the 
plastic shells. Alternatively, the material-bonding connec 
tion may be achieved by a bonding layer, in particular a layer 
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2 
of adhesive. It is important for the Solution according to the 
invention that the plastic materials of the plastic body on the 
one hand and the plastic shells on the other hand are made 
to match one another in Such a way that thermoplastic 
welding takes place in the contact region between the plastic 
body and the plastic shells. The plastic body is designed as 
a foam plastic body or as an injection-molded plastic body. 
The foam plastic body forms a block body of one and the 
same material, preferably of EPP (expanded polypropylene) 
or EPS (expanded polystyrene). When EPS is used, it is 
advantageous to provide high-temperature resistant EPS. 
The solution according to the invention is Suitable in a 

particularly advantageous way for thermoformed, two-shell 
hollow plastic bodies that are designed as pallet bases, as 
feet for Such pallet bases, as pallet covers and as pallet rings 
of pallet containers, which serve for transporting and storing 
parts for vehicle and engine construction. In the same way, 
the hollow plastic body according to the invention may be 
used for Surfboards or similar sporting equipment. 

In a refinement of the invention, the plastic body is 
provided with multiple clearances to save material. These 
clearances are already formed during the production of the 
foam plastic body by corresponding design of the mold with 
the aid of cores, pins or the like. The material saving of the 
expensive plastic foam has the effect that reduced material 
costs are obtained. Alternatively, they are Subsequently 
introduced into a finished, block-form foam plastic body by 
machining. 

For the method for producing a two-shell, thermoformed 
hollow plastic body of the type mentioned at the beginning, 
the object on which the invention is based is achieved by at 
least one dimensionally stable plastic body being provided 
with an outer contour that is made to match an inner contour 
of the hollow chamber and being inserted into the hollow 
chamber, and by a second sheet of plastic being provided 
and, by thermoforming to form the second plastic shell, 
being placed onto the first plastic shell and also the at least 
one plastic body and welded around the periphery to a 
peripheral region of the first plastic shell, and by the plastic 
body being connected at its Surface in a material-bonding 
manner to neighboring inner contours of the two plastic 
shells. The material-bonding connection may advanta 
geously take place by welding or by adhesive bonding. 

In a refinement of the invention, the plastic body is 
designed as a foam plastic body or as an injection-molded 
plastic body. 

In a further refinement of the method, before being 
inserted into the hollow chamber of the first plastic shell, the 
foam plastic body is produced with an oversize with respect 
to the hollow chamber and also with respect to a second 
hollow chamber, formed by the second plastic shell. It is 
ensured by this oversize that, when the second plastic shell 
is thermoformed and placed on the first plastic shell, the 
foam plastic body is subjected to external pressure, as a 
result of which together with the still hot plastic shells there 
is an incipient melting of the Surfaces of the foam body, 
which leads to the welding to the inner surfaces of the two 
plastic shells in the region of the hollow chambers. The 
plastic shells may be designed identically to or differently 
from one another, depending on how the hollow plastic body 
to be produced is to be designed. 

In a further refinement of the invention, the foam plastic 
body is welded to the inner contours of the two sheets of 
plastic. For this refinement, the sheets of plastic forming the 
plastic shells and the foam plastic body must consist of 
plastic materials that can be welded to one another. Particu 
larly advantageously, the sheets of plastic consist of HDPE 
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or else of PP, PE, or ABS or PC (polycarbonate) and the 
foam plastic body consists of EPP or EPS. In the case of a 
combination of the sheets of plastic of HDPE and the foam 
plastic body of EPP, it is easy to dispose of the hollow plastic 
body produced, since both the foam plastic body and the 
plastic shells are based on plastic materials with very similar 
material properties. As a result, easy recycling is made 
possible. 

In a further refinement of the invention, the foam plastic 
body is inserted in the hot state of the first sheet of plastic 
thermoformed into the plastic shell. In a further refinement, 
the second sheet of plastic is thermoformed into the second 
plastic shell and placed in the hot state and under pressure 
onto the first plastic shell and the at least one foam plastic 
body and is welded both peripherally to the first plastic shell 
and in full area contact to the Surface of the foam plastic 
body. The welding necessarily takes place due to the hot 
state of the plastic shell and the incipient melting of the foam 
plastic body in the region of the Surfaces. 

In a further refinement of the invention, the outer dimen 
sions of the plastic body are made to match the inner 
dimensions of the hollow chamber bounded by the two 
plastic shells, and a surface of the plastic body is provided 
with a bonding layer, in particular a layer of adhesive, which 
after the joining together of the plastic shells forms the 
material-bonding connection to the inner contours of the 
plastic shells. In the case of this refinement, the material 
bonding connection between the plastic body and the inner 
sides of the plastic shells preferably takes place by a layer of 
adhesive, the adhesive being applied to the plastic body 
and/or to the inner Surfaces of the plastic shells in the region 
of the hollow chamber before the plastic body is inserted. 
The adhesive is preferably heat-activated, i.e. it gains its 
adhesive properties only when there is relatively great heat 
from about 60° C. At room temperature, although it is 
present as a layer on the plastic body, it does not have any 
adhesive effect. It is also possible to design the foam plastic 
body to be slightly larger in its outer dimensions than those 
dimensions of the hollow chamber between the two plastic 
shells and to connect the plastic shells to one another after 
the insertion of the foam plastic body, and thereby subject 
the foam plastic body to external pressure. 

In a further refinement of the invention, at least the hollow 
chamber of the first plastic shell is cooled before the plastic 
body is inserted. It is also possible still before the placement 
of the second plastic shell additionally to cool also the 
hollow chamber of the second plastic shell, in order to avoid 
incipient melting of the plastic body in the region of its 
Surfaces. This refinement is intended for a material-bonding 
connection by adhesive bonding between the plastic body 
and the plastic shells in a cooler state than the temperature 
of the other surfaces of the plastic shells. 

In a further refinement of the invention, the foam plastic 
body is incipiently melted in the region of its outer contour 
before insertion into the hollow chamber to achieve a 
Smooth Surface. In this case, the foam plastic body is 
incipiently melted in the region of its surface before it is 
inserted into the hollow chamber of the first plastic shell. 
The formation of the smooth surface serves the purpose of 
Subsequently achieving after application of a corresponding 
layer of adhesive a good connection in full area contact and 
with material bonding between the outer surfaces of the 
foam plastic body and the inner surfaces of the hollow 
chamber between the two plastic shells. 

In a further refinement of the invention, before the appli 
cation of the second plastic shell, a reinforcing profile 
arrangement, in particular a reinforcing frame, is inserted 
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4 
into the first plastic shell or into the plastic body. As the 
reinforcing profile arrangement, it is possible to provide 
instead of a closed frame also multiple reinforcing profiles 
that are spaced apart parallel to one another in the form of 
strips or the like, which are arranged in relation to corre 
sponding feet of the plastic pallet in Such a way that they 
bring about a distribution of the load among the correspond 
ing feet. The reinforcing frame also extends over corre 
spondingly arranged feet of the plastic pallet, in order to 
bring about the desired introduction of force from above. 
This reinforcing frame may be designed as a frame of metal 
tubes, in particular as a steel frame, and serves for reinforc 
ing and stiffening the hollow plastic body, i.e. the plastic 
pallet. This refinement is particularly advantageous for the 
use of the hollow plastic body for a pallet base of a pallet 
container Such as that described above. 

Further advantages and features of the invention are 
provided by the claims and also by the description that 
follows of preferred exemplary embodiments of the inven 
tion, which are represented on the basis of the drawings. 

BRIEF DESCRIPTION OF THE DRAWINGS 

FIG. 1 shows an embodiment of a hollow plastic body 
according to the invention in the form of a plastic pallet in 
a perspective representation, 

FIG. 2 shows a further plastic pallet similar to FIG. 1, 
which is provided with a placed-in reinforcing frame, in a 
plan view, 

FIG. 3 shows the plastic pallet FIG. 1 in a sectional 
exploded representation, to explain the method steps for its 
production, 

FIG. 4 shows a sectional representation of the plastic 
pallet as shown in FIGS. 1 and 3. 

FIG. 5 shows a detail V of the plastic pallet as shown in 
FIG. 4 in an enlarged representation, 

FIG. 6 shows a side view of a foam plastic body, which 
is integrated in the plastic pallet as shown in FIGS. 1 and 3 
to 5, 

FIG. 7 shows a view of the foam plastic body as shown 
in FIG. 6 from below, 

FIG. 8 shows the parts to be joined together of a hollow 
plastic body in the form of a plastic pallet similar to FIG. 1 
in a sectional exploded representation, 

FIG. 9 shows the hollow plastic body in the form of the 
plastic pallet as shown in FIG. 2 in a sectional exploded 
representation, and 

FIG. 10 shows a further embodiment of a plastic pallet 
according to the invention similar to FIG. 2 in an exploded 
representation. 

DETAILED DESCRIPTION 

A plastic pallet 1 as shown in FIGS. 1 and 3 to 7 
represents a two-shell, thermoformed hollow plastic body, 
which serves for pallet containers used for storing and 
transporting products intended for the automobile industry. 
The plastic pallet is subsequently referred to as a pallet base. 
Apart from the pallet base 1. Such a pallet container has a 
folding wall ring, forming the container walls, and also a 
cover, which can be placed onto the folding wall ring as soon 
as the folding wall ring is in its state of being erected and 
inserted in a periphery of the pallet base 1. Apart from the 
pallet base 1, which is described in detail below, the folding 
wall ring is also made of plastic and designed as a two-shell 
plastic body. By analogy with the pallet base 1, the cover is 
also configured as a two-shell, thermoformed hollow plastic 
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body. The production of the pallet base 1 as well as of the 
cover and the folding wall ring of the pallet container takes 
place in a twinsheet method, in that two sheets of plastic are 
thermoformed by means of molds correspondingly made to 
match the desired shell form and are welded to one another 
at the contact points by pressing together of the molds. In the 
case of all twinsheet products, the continuous welding takes 
place in the peripheral region, in order to achieve an 
outwardly sealed termination of the hollow chambers and 
hollow spaces formed between the two plastic shells. 

The pallet base 1 as shown in FIGS. 1 and 3 to 7 consists 
of a first plastic shell 3, which in the case of the embodiment 
shown in FIGS. 1 and 3 to 7 forms the lower plastic shell. 
The pallet base 1 also comprises an upper plastic shell 2, 
which defines a Substantially planar and continuously closed 
bottom surface for the pallet base 1. The upper plastic shell 
2 is provided around the periphery with an indentation, 
which serves for receiving the inserted folding wall ring of 
the pallet container in its erected position. 

The pallet base 1 is provided in the region of its underside 
with multiple supporting feet 4, which feet project down 
wardly from a base wall 4a (FIG. 3) of the pallet base 1 
beyond a lower terminal surface 4b thereof, and which feet 
define the standing areas of the pallet base 1 on an under 
lying Surface or on a cover of a further pallet container. The 
various Supporting feet 4 are thus provided in the region of 
the underside of the pallet base 1 in such a way that a fork 
of a forklift truck can move under this pallet base 1 from all 
sides, in order to raise the pallet base 1 and the associated 
pallet container. 
The lower plastic shell 3 is formed by thermoforming 

from a one-part sheet of plastic, which preferably consists of 
HDPE. The design of the plastic shell 3 from the sheet of 
plastic is obtained by thermoforming in a corresponding 
mold. This involves forming of the feet 4, which respec 
tively define a hollow chamber 7 in the region of their inner 
side. 
The upper, second plastic shell 2 is likewise formed from 

a sheet of plastic by simultaneous thermoforming in a mold 
that is located above the mold for the lower plastic shell 3. 
The upper plastic shell 2 is also produced from a planar sheet 
of plastic of HDPE. The welding of the upper plastic shell 
2 to the lower plastic shell 3 takes place within the twinsheet 
mold by joining together of the hot molds. On account of the 
heat and on account of the pressure, the upper plastic shell 
2 and the lower plastic shell 3 are welded to one another at 
the contact points, and in particular at the periphery of the 
two plastic shells 2, 3. 

Before the joining together of the two plastic shells 2, 3, 
a foam plastic body 5, in the present case of EPP, is 
respectively inserted into the hollow chambers 7 in the 
region of the feet 4, the respective foam plastic body 5 
having been produced in a dimensionally stable form in a 
previous operation. The respective foam plastic body 5 is 
inserted into the still hot plastic shell 3 within the corre 
sponding thermoforming mold. The outer dimensions and 
outer contour of each foam plastic body 5 are made to match 
the inner contour and the inner dimensions of the hollow 
chamber 7 of each foot 4, the respective foam plastic body 
5 having a small oversize with respect to the inner dimen 
sions and the inner contour of the respective hollow chamber 
7. The insertion into the still hot plastic shell 3 has the effect 
that the foam plastic body 5 begins to melt in the region of 
its surface and thereby enters into a material-bonding con 
nection in the form of a welding to the neighboring inner 
walls of the lower plastic shell 3 in the region of the 
respective hollow chamber 7. Directly after the insertion of 
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6 
the foam plastic body 5, the likewise still hot plastic shell 2 
is placed by means of the upper mold onto the lower plastic 
shell 3, the corresponding inner Surfaces of the upper plastic 
shell 2 necessarily coming into connection in full area 
contact with the facing surfaces of the foam plastic bodies 5. 
The small oversize of the foam plastic bodies 5 has the effect 
that the upper plastic shell 2 is also pressed onto the 
corresponding outer surfaces of the foam plastic bodies 5 
when the two plastic shells 3 are joined together. On account 
of the hot state of the upper plastic shell 2, incipient melting 
also takes place in the region of this contact area between the 
foam plastic body 5 and the upper plastic shell 2, and 
accordingly a connection in full area contact and with 
material bonding takes place in the region of the neighboring 
contact areas by welding. 
As can be seen from the various figures of the pallet base 

1, the foam plastic bodies 5 are provided with clearances 8, 
which serve for saving material of the respective foam 
plastic body 5. The clearances 8 are introduced during the 
production of the dimensionally stable foam plastic body 5 
by means of corresponding cores or pins in the foam 
material. 

After the joining together of the two plastic shells 2, 3 
with prior insertion of the foam plastic bodies 5, the foam 
plastic bodies 5 completely fill the respective hollow spaces 
7 between the two plastic shells 2, 3 and are connected 
Substantially in full area contact and with material bonding 
to the facing contact areas of the inner sides of the two 
plastic shells 2, 3 by the welding. The solution according to 
the invention uses the hot state of the plastic shells 2, 3 
within the corresponding molds to achieve the insertion of 
the foam plastic bodies 5 and the welding in the region of its 
surfaces to the inner walls of the plastic shells 2, 3. Addi 
tional heating or welding operations are not required. 

In the case of the embodiment as shown in FIGS. 1 and 
3 to 7, the plastic materials of the two plastic shells 2, 3 and 
the foam plastic bodies 5 are made to match one another in 
such a way that mutual weldability is ensured. The melting 
points of the materials of the foam plastic bodies on the one 
hand and the plastic shells 2, 3 on the other hand are also 
made to match one another in Such a way that the foam 
plastic bodies 5 only begin to melt in the region of their 
surfaces when the two plastic shells 2, 3 are joined together, 
without otherwise losing their dimensionally stable form. In 
the joined-together and welded state according to FIGS. 4 
and 5 and also 1, the foam plastic bodies 5 therefore 
completely fill the hollow spaces 7 and form a stable support 
for the two plastic shells 2, 3. The stability of the pallet base 
1 is increased greatly as a result. Moreover, as a result, 
improved sound and heat insulation of the pallet bases 1, and 
consequently of the pallet containers as a whole, is achieved. 
Further parts of a corresponding pallet container, such as in 
particular a cover and a folding wall ring or else removable 
feet of a pallet base, can be produced in the same way as the 
pallet base 1 described above. 

In the case of an exemplary embodiment of the invention 
that is not represented, the foam plastic bodies 5 and the 
plastic shells 2, 3 are produced from different plastic mate 
rials that cannot be welded to one another, or only with 
unsuitable parameters. In the case of Such an embodiment, 
the material-bonding connection between the foam plastic 
bodies 5 and the plastic shells 2, 3 does not take place by 
welding, but rather by adhesive bonding in full area contact. 
For this purpose, after the thermoforming of the lower 
plastic shell 3, the hollow chambers 7 into which the foam 
plastic bodies 5 are inserted are cooled. The foam plastic 
bodies 5 and/or the inner surfaces of the hollow chamber 7 
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are coated with heat-activated adhesive. Subsequently, the 
foam plastic bodies 5 are inserted into the hollow chambers 
V. In a next method step, the upper plastic shell 2 is pressed 
by its corresponding mold in the same way onto the lower 
plastic shell 3, as described above on the basis of the 
embodiment as shown in FIGS. 1 and 3 to 7. The only 
difference is that the upper plastic shell 2 is also cooled to 
about 60° C. to 80° C. in the form of points or portions of 
the Surface area in the regions of its inner side that come into 
contact with the surfaces of the foam plastic bodies 5. This 
avoids undesired incipient melting of the Surfaces of the 
foam plastic bodies 5 taking place in the region of the 
contact with the upper plastic shell 2. The cooling, in 
particular by air, in this case takes place in Such a limited 
way that the contact regions that are necessary for the 
welding of the upper plastic shell 2 to the lower plastic shell 
3 are not included in the cooling. A layer of heat-activated 
adhesive is also provided on the foam plastic body 5 at these 
contact areas. In principle, a layer of adhesive may also be 
provided on the inner side of the respective plastic shell. 
The pallet base 1" as shown in FIG. 8 differs from the 

pallet base 1 as shown in FIGS. 1 and 3 to 7 only in that not 
a multiplicity but a single foam plastic body 5", which 
extends over the entire base area of the pallet base 1", is 
provided as the filler. The foam plastic body 5' also has a 
Small oversize with respect to the facing hollow-space and 
hollow-chamber regions that the two plastic shells 2, 3 
define between them, in order to be put under pressure and 
welded in the region of its surfaces when the plastic shells 
2, 3 are joined together. By analogy with the foam plastic 
bodies 5, the one-part foam plastic body 5 is provided with 
clearances 8', which serve for reducing the material of the 
foam plastic body 5'. 
The production of the pallet base 1a as shown in FIGS. 2 

and 9 also takes place analogously to the way in which the 
previously described embodiments are produced. An essen 
tial difference from the pallet base 1" as shown in FIG. 8 is 
that in the one-part foam plastic body 5a, which is designed 
in a way Substantially corresponding to the foam plastic 
body 5' as shown in FIG. 8, there is also a reinforcing frame 
6 of metal, in the present case of Steel, inserted in the region 
of its upper side. For this purpose, the upper side of the foam 
plastic body 5a is provided with a rectangular and upwardly 
open receiving groove 9, the dimensions of which have been 
made to match the reinforcing frame 6 in Such a way that the 
reinforcing frame 6 can be inserted into the receiving groove 
9 from above and is accommodated in a clamping manner in 
the receiving groove 9. In this case, the receiving groove 9 
has been made to match a height of the reinforcing frame 6, 
so that an upper side of the reinforcing frame 6 finishes flush 
with the upper side of the foam plastic body 5a and, when 
the upper plastic shell 2a is placed on, comes into contact 
with it. 
A plastic pallet or a pallet base 1b as shown in FIG. 10 

corresponds substantially to the previously described 
embodiments, both with respect to its design and with 
respect to its production method. To avoid repetition, there 
fore only the differences from the previously described 
embodiments are discussed below. 
The essential difference of the pallet base 1b as shown in 

FIG. 10 is that the plastic bodies that are inserted into 
corresponding hollow spaces 7b in the region of the feet of 
the pallet base 1b are designed as injection-molded plastic 
bodies. The hollow spaces 7b, which bring about the for 
mation of the feet of the pallet base 1b, are formed in the 
lower plastic shell 3b. The outer contours of the injection 
molded plastic bodies 5b have been made to match the inner 
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8 
contours of the hollow spaces 7b. The reinforcing frame 6b 
is already placed into a corresponding mold for the produc 
tion of the injection-molded plastic bodies 5b, so that the 
reinforcing frame 6b according to the representation as 
shown in FIG. 10 is encapsulated by the injection-molded 
plastic bodies 5b. As a result, the injection-molded plastic 
bodies 5b and the reinforcing frame 6b form a unit that can 
be handled as one part. The injection-molding connection 
between the injection-molded plastic bodies 5b and the 
reinforcing frame 6b has the effect that particularly good 
introduction of force into the injection-molded plastic bodies 
5b is achieved when loads are exerted on the pallet base 1b. 
Since these bodies lie directly flush against the walls of the 
hollow spaces 7b in the inserted and finished state of the 
pallet base 1b, a corresponding introduction of force from 
loads exerted on the reinforcing frame 6b is necessarily 
passed directly into the feet of the pallet base 1b, whereby 
a particularly high degree of stability of the pallet base 1b is 
obtained. As a result of the fact that the upper plastic shell 
2b is welded around in an airtight and moisturetight manner 
to the lower plastic shell 3b, the reinforcing frame 6b, which 
consists of steel or a similarly stable material, is also not 
Subjected to influences of moisture from the Surroundings. 
Rather, it is completely encapsulated between the two plastic 
shells 2b, 3b. 

The invention claimed is: 
1. A method for producing a thermoformed plastic pallet 

comprising the steps of: 
thermoforming a first sheet of plastic into a first plastic 

shell having a base wall defining a lower terminal 
Surface and a plurality of Supporting feet projecting 
downwardly from and beyond the lower terminal sur 
face in spaced-apart relation with one another to form 
respective areas for Supporting the plastic pallet on a 
Support Surface, the first plastic shell having a hollow 
chamber formed interiorly of each of the supporting 
feet; 

inserting a dimensionally stable plastic body into each of 
the hollow chambers, each plastic body having an outer 
contour matching an inner contour of the corresponding 
hollow chamber; 

thermoforming a second sheet of plastic into a second 
plastic shell; 

placing the second plastic shell onto the first plastic shell 
and the plastic bodies; 

welding a periphery of the second plastic shell to a 
peripheral region of the first plastic shell; and 

connecting each of the plastic bodies at respective Sur 
faces thereof in a material-bonding manner to corre 
sponding neighboring inner Surfaces of the first and 
second plastic shells. 

2. The method according to claim 1, further including 
forming each plastic body as a foam plastic body or as an 
injection-molded plastic body. 

3. The method according to claim 1, further including 
forming each plastic body as a foam plastic body, wherein 
the step of thermoforming the second sheet of plastic 
includes forming the second plastic shell with a hollow 
chamber, and forming each foam plastic body so as to be 
oversized with respect to the corresponding hollow chamber 
of the first plastic shell and with respect to the hollow 
chamber of the second plastic shell. 

4. The method according to claim 3, further including 
welding the foam plastic bodies to the inner surfaces of the 
first and second plastic shells. 
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5. The method according to claim 4, wherein the step of 
inserting includes inserting each foam plastic body into the 
corresponding hollow chamber in a heated state of the first 
plastic shell. 

6. The method according to claim 5, wherein the step of 
placing includes placing the second plastic shell in a heated 
state and under pressure onto the first plastic shell and the 
plastic bodies, and the step of welding includes welding the 
second plastic shell both peripherally to the first plastic shell 
and in full area contact to the foam plastic bodies. 

7. The method according to claim 1, wherein the step of 
thermoforming the second sheet of plastic includes forming 
the second plastic shell with a hollow chamber, and outer 
dimensions of each plastic body match inner dimensions of 
the hollow chambers of the first and second plastic shells, 
the step of connecting further including providing the Sur 
faces of the plastic bodies with a bonding layer of adhesive 
to form a material-bonding connection between the plastic 
body and the corresponding neighboring inner Surfaces of 
the first and second plastic shells. 
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8. The method according to claim 7, wherein at least the 

hollow chambers of the first plastic shell are cooled before 
the inserting step. 

9. The method according to claim 7, including incipiently 
melting each plastic body adjacent an outer contour thereof 
before the inserting step to provide a smooth surface on the 
plastic body. 

10. The method according to claim 1, further including 
inserting a reinforcing profile arrangement into the first 
plastic shell before the step of placing. 

11. The method according to claim 1, wherein the plastic 
bodies are interconnected to one another to form a one-piece 
body, the method further including inserting a reinforcing 
profile arrangement into the one-piece body before the step 
of placing. 

12. the method according to claim 1, wherein the plastic 
bodies are interconnected to one another to form a one-piece 
body, and the step of inserting includes inserting the one 
piece body into the first plastic shell such that each plastic 
body of the one-piece body is located within one of the 

20 hollow chambers. 


